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Abstract 

Introduction. The problem of improving the manufacturing of high-precision products is currently becoming a key one, 
since the requirements for them are constantly being tightened. Maintaining assembly quality and accuracy is an important 
aspect of manufacturing precision products. Standard approaches to this process do not always have sufficient versatility. 
Existing studies that aim to develop universal approaches, such as end-to-end production design or the application of 
parallel engineering principles, also have a number of shortcomings. These include the fact that the given approaches do 
not fully take into account information about the technology capabilities of a particular production when making design 
decisions, and do not consider the relationship between the manufacturing preparation of machining and mechanical 
assembly industries. That is why studies aimed at developing such universal approaches have high applicability. To solve 
these problems, the authors conceptually developed a set of formalized design procedures for a system of accounting 
requirements for the assembly of high-precision products in the design of machining processes. However, to effectively 
identify the numerous requirements for the assembly of high-precision products (output parameters) and select those that 
cannot be provided by the method of complete interchangeability (critical elements), additional research is needed. The 
research objective is to develop principles for identifying the output parameters of high-precision products and detecting 
critical elements. To achieve this goal, it is required to solve the following problems: to formulate principles for 
constructing generalized surface graphs of high-precision products; to develop standards for classifying output parameters 
and identifying critical ones. 

Materials and Methods. To conduct the research, a high-precision assembly unit was selected — “Stator Package 2”. 
The research was carried out under real conditions of the existing multiproduct manufacture. For this assembly, a 
generalized surface graph was constructed, including information about the nature and sequence of surfaces, requirements 
for the assembly, dimensional tolerances and tolerances of shape and location, with its subsequent analysis. 

Results. This paper presents the results of research on improving the enlarged block of design procedures for analyzing 
requirements for the assembly of high-precision products of the designed system. The paper established the relationship 
between the accuracy of dimensional tolerances and the tolerances of the shape and location of the surfaces of the product 
to which these dimensions belonged. Based on the relationship obtained, an order was determined for the unambiguous 
identification of critical elements. 

Discussion and Conclusion. The application of this technique makes it possible to increase the reliability of the source 
information obtained during the implementation of an enlarged block of design procedures, as well as the validity and 
efficiency of identifying rational manufacturing technologies at subsequent stages of the system implementation, while 
providing the specified quality, accuracy of products, and reducing the complexity and cost of their manufacture. 
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AHHOTalna 

Beedenue. WipoOnema coBepuieHCTBOBaHHA TIPOM3BOCTBa BbICOKOTOUHBIX H3eIMi B HacTOAUee BpeMA CTaHOBHTCA 
KJIIOYeBOH, MOCKOJIbKY TpeOoBaHHaA K HAM IOCTOAHHO yxecTouaroTca. OOectleveHue KayecTBa HM TOUHOCTH COOpKH 
ABJIACTCA BAXKHBIM ACIICKTOM IIpOH3BOACTBa BbICOKOTOUHOHM MposykKuMH. CranyapTHble MOAXObI K STOMY TIpoweccy He 
Bcerga OONaqaloT WOCTaTOUHOM YyHUBepcabHOCcTHIO. CyulecTByIOMHe HCCeqOBaHHA, WesIbIO KOTOPBIX ABJIACTCA 
pa3pa0oTKa yHHBepcalIbHbIX MOAXO0B, TaKHX KaK CKBO3HO€ TeXHOJIOTMYeCKOe MpOeKTHpOBaHHe HIM MIpHMeHeHHe 
MIPHHUMMOB WapasiesIbHOU HWKeHEpHOH paspaooTKH, TakwxKe OOaaroT pAOM HeOCTATKOB. K ux YHCILY MOXKHO OTHECTH 
TO, 4TO B HHX He B MONHOM Mepe OOecreyeH yueT HH(POpMallMH O TeXHOJIOFHYeCKHX BO3MOXKHOCTAX KOHKpeTHOrO 
TIpOW3BOACTBa IIpH MPHHATHH KOHCTPyKTOPCKHX pelleHHii H He Y4HTbIBACTCA CBA3b MCKAY TeXHOOrM4eCKOH 
TMOATOTOBKOH MexaHooOpabaTpIBalolero HM MexaHOcOopoyHoro mmpou3BoycTB. MmMenHo nosToMy UcciIeqoBaHHA, 
HallpaBJIeHHble Ha pa3paOOTKy YHMBepCaIbHBIX TOAXO0B, OOaqaloT BbICOKOM akTyasbHocTbIO. J[It pelwleHna 
oOOo3HayeHHBIX TpoOseM aBTOpaMH OBIT KOHIelTyaIbHO pa3paboTaH KOMIVIeKc OpMaJIH30BaHHbIX IPOeCKTHBIX 
TIpolleqyp CHCTeMbI yueTa TpeOoBaHHit K COOpKe BbICOKOTOYHBIX H3AeHM IpH MpOeCKTHpOBaHHH TeXHOJIOrM4eCKHX 
TIpOWeccoB MexaHHyecKoH oOOpadoTKH. OpHaKo IA 3P(PeKTMBHOTO BbIABIICHHA MHOXKeCTBa TpeOoBaHHli K cOopKe 
BbICOKOTOUHBIX M3 eM (BLIXOAHBIX NapaMeTpos) H BbIOOpa M3 HX TeX, KOTOPbIe He MOTYT OBITS OOecrIe4eHbI MCTOOM 
TIOHOW B3aMMO3AMCHACMOCTH (KPHTHUHBIX 3JIEMCHTOB), TpeOyeTcA MpoBeeHHe JOMOHHTeIbHBIX MCCIeqOBaHH. 
Llemb1o JaHHOM padorTsl ABIAeTCA pa3spaOOTKa MIPHHUMMOB BLIABIICHHA BbIXOJHBIX MapaMeTPOB BBICOKOTOUYHBIX H3(euIHi 
WM OMpeeueHHA KPHTHUHBIX 9eMeHTOB. JIA WOCTWMKeHUA MOCTaBMIeHHOM We HeOOXOAHMMO pelIHTb ciezyrouHe 
3aaqH: c(POpMHpoBaTb MPHHUMIMIbI MOcTpoeHuA OOOOUIeHHBIX TpaoB MOBepXHOCTei BbICOKOTOYHBIX v3eHi, 
CPopMupoBaTh CTAaHAapThI KaccHPuKalM BLIXOJHBIX WapaMeTPoOB H BbIABJICHHA U3 HAX KPHTHUHBIX. 

Mamepuanoi u memoooi. [na nposneyenua UccieqOBaHHA Oblia BbIOpaHa BbICOKOTOUHAaA COopouHasd eqMHULa — «lake 
ctaTopa 2». ViccneqoBaHua poBOAWIMCb B PpeaIbHBIX YCJIOBHAX leHCTBYIOWerO MHOrOHOMeHKaTypHOro 
mpou3BoyctTBa. Jia WaHHol cOopKu Ob WocTpoeH oOoOmleHHEIM rpad) MoBepxHocTel, BKIHOUAFOIIMM B cebs 
MHopMalluio O XapakTepe HM MOCIeAOBAaTebHOCTH MOBEPXHOCTeH, MpeAbABIAeMbIe TpeOoBaHHA K COoOpKe, AOMycKH 
Pa3MepoB H AOMycKH POpMBI HM pacHoO*KeHHA C MOCMCAYIOWIUM ero aHasIH30M. 

Pesyibomamel ucciedoeanua. B JjaHHOM CTaTbe TpesCTaBsIeHbl MTOM UccieqoBaHuii M0 COBepIIeHCTBOBaHHIO 
YKpylHeHHOro Os10Ka MpOeKTHBIX Mpoleyyp aHasiM3a TpeOoBaHHi K COOpKe BbICOKOTOUHBIX H3eHM mpoekTupyemon 
cuctembl. B padote ycTaHoOBsIeHa B3aMMOCBA3b M@%KY TOYHOCTHIO JOMYCKOB Ha pa3Mepbl HW AOMycKoB dopMbI u 
pacrouIoxKeHHA NOBEPpXHOCTet H3AeMA, KOTOPbIM IIpHHasiexKaT JaHHble pasmeppl. Ha ocHose MosyYeHHOH B3aHMOCBA3H 
OBL ONpeseeH MOPATOK DJIA OHOZSHAYHOTLO BBIABJICHHA KPHTM4HBIX 3JICEMCHTOB. 

O@cyorcoenue u 3axuo“enue. IIpumMeHeHnve aHHOM MeCTOAMKH MO3BOJIACT MOBLICHTb JOCTOBEPHOCTb HCXOHOM HHPopMallMH, 
MOJYYCHHOH TIpH pearM3allWu yKpyNHeHHoro O0Ka MpOeKTHBIX Mpolesxyp, a TakKe OOOCHOBaHHOCTS U 9(ptpeKTHBHOCT 
BBIABICHHA PallMOHAJIbHbIX TEXHOJOTHM W3TOTOBICHHA Ha MOCIeYIOWMX 9Talax peasu3allMH CHCTeMbI TIpH oOecneyeHHH 
3aJJaHHbIX KavecTBa, TOUHOCTH H3eIHi UH CHWKEHHM Tpy{OCMKOCTH H CeOeCTOMMOCTH HX H3rOTOBJICHHA. 


KsroyeBbie c10Ba: MexaHOCOOpOuHbie MpOH3BOACTBa, TeEXHOJIOrMYecKad MOATOTOBKa IpOH3BOACTBa, OOOOMeHHBIT 
rpad MoBepxHocTeli, cCOopKa, BbICOKOTOUHOE U3eIMe, KOHCTPyKTOPCKHH pa3sMepHbIi aHas3 


BaarojxapHocru. ABTODBI BbIparKaroT OarolapHOcT peak 3a BHHUMAaTeCJIBHOe OTHOIMICHHE K COJep2KaHHtO CTaTbH U 
BbICKa3aHHble UpeIOKCHHA, KOTOPbIC MOSBOJIMJIM MOBbICHTb Ce KAaYeCTBO. 
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Introduction. The production of modern devices and machines requires a clear organization of the assembly process 
with careful manufacturing preparation [1]. This requirement is particularly urgent in the manufacture of high-precision 
products in precision machine tool industry, aerospace industry, military-industrial complex, bearing industry, etc. [2]. In 
this paper, high-precision products mean such products, whose assembly process is complex due to difficulties in meeting 
specified requirements (critical assembly requirements, or critical elements), such as dimensional, dynamic and other 
characteristics, which may result in the need to manufacture a large number of spare parts and kits. This, in turn, causes 
an increase in the volume of work in progress and requires more time and resources to complete the assembly production 
process (PP) [3]. 

Modern technology makes it possible to improve the quality and accuracy of production, reduce material costs, and 
introduce resource-saving technologies. However, today there is no unified concept of an integrated approach to solving 
the above-mentioned problems. When assembling products, classical methods of maintaining accuracy are often used, 
which in most cases are not universal. They depend on the type of production and are often economically unjustified. In 
such cases, it is necessary to develop unique assembly approaches that take into account the specifications of a particular 
product and provide the required accuracy without unreasonable costs. In addition, it should be borne in mind that the 
traditional PP design of mechanical processing and assembly is subjective. This is primarily due to time constraints and 
physical capabilities, which make it impossible for a person to compete with modern computing technology [4]. To solve 
these problems, it is needed to develop unique approaches that combine various aspects of production and assembly of 
products, as well as taking into account economic factors. Only a comprehensive solution can provide achieving optimal 
results and effectively cope with the tasks set. 

Currently, a system of automated process planning (SAPP) has been conceptually developed [5]. Nevertheless, the 
weakness of this automated system is the lack of correlation between the multiple-alternate design of the manufacturing 
process for parts included in the assembly unit and the requirements for the technology and accuracy of assembly of a 
high-precision assembly unit, based on which it is possible to efficiently solve the problem of reducing the volume of 
work in progress and the cost of assembly. At the same time, the correlation between design and manufacturing 
preparation of production has not yet been fully worked out. As a result, research in this area is urgent for the modern 
development of mechanical assembly production systems. The objective of the article is to develop principles for 
identifying the output parameters of high-precision products and determining critical elements. To do this, it is needed to 
formulate the principles of constructing generalized graphs of surfaces of high-precision products, determine the standards 
for classifying output parameters and identifying critical ones from them. 

Materials and Methods. To solve the above problems, a system with account for the requirements for the 
assembly of high-precision products in the design of manufacturing processes of mechanical processing was 
developed (SRPPMP) [6]. However, to provide a more comprehensive integration of this system into the SAPP 
structure, it is required to actively look for options of upgrading the development strategies used. This will allow us 
to move on to the analysis of the manufacturability of products and provide a more effective implementation of the 
system into the production structure. 

As part of the research to improve the methodology of formalization of the block under consideration, strategies for 
performing the procedures of this block were formed, and the one that provides identifying the maximum number of 
critical elements was selected. This strategy is a combined one and matches up the advantages of the other approaches. 
In addition, for a more accurate calculation of dimensional chains, a special size indexing system has been introduced, 
which is most effective. The specified indexing is considered in detail in [7] and is not fully cited in this paper. 

According to this strategy, detailed segmentation of high-precision products is performed, which provides determining 
the required parameters for the formation of a set of assembly requirements (Mrc), carrying out a design dimensional 
analysis and, based on its results, identifying critical elements. To implement the described procedures, first, it is needed 
to identify those elements from the set Mr.c that satisfy the following condition: 

on ae 
TBA) <2 TAK (l) 
where b — assembly requirements (closing links); A — component links. 

The above condition makes it possible to identify those elements that cannot be provided by the method of complete 
interchangeability, i.e., critical elements. The specified elements are included in the corresponding subset My. The 
remaining elements are provided by the method of complete interchangeability. They form subset Mrz. and are no longer 
considered. 
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M; =—~. (2) 
Mue. 


Next, it is necessary to determine methods for maintaining accuracy for each critical element and distribute them 
into appropriate subsets: Mu.3. — critical elements provided by the method of incomplete interchangeability; 
Mrz. — critical elements provided by the method of selective assembly; Mu.n., Mp.z. — critical elements provided 
by compensation. 

Research Results. For the distribution of critical elements into groups, a technique based on the construction of a 
generalized graph of surfaces of high-precision assembly units and nodes has been developed, and distribution rules have 
been formulated. 

The classification of modules of working and connecting surfaces of parts and assembly units (PAU), proposed by 
Professor Bazrov B.M. [8], is shown in Figure 1. 


Flat internal surfaces 


Flat surfaces 


Combination of simple 
surfaces 
Flat external surfaces 


Internal surfaces of 
rotation 
; Surfaces of rotation 
connecting surfaces 
g External surfaces of 
moms | — 


Internal surfaces 


Combination of surfaces, 
including a complex 
surface 


External surfaces 


Machine building and machine science 


Fig. 1. Modules of working and connecting surfaces of PAU [8] 


Consider the principles of constructing a generalized graph of surfaces using the example of the assembly unit (AU) 
“Stator Package 2”, which is part of the high-precision ““Gyromotor’” product. Figure 2 shows an axonometric projection 
of the AU “Stator Package 2” and a schematic representation of this AU, indicating the basic assembly requirements, 
shape and location tolerances imposed on it, as well as the PAU of which it consists. 
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Figure 3 shows a sketch of the AU “Stator Package 2”, on which the surfaces of the composite PAU are numbered, 
and a code is indicated for each surface in accordance with the requirements of the SAPP [9] (Table 1). 

Based on the information obtained about the nature and sequence of the PAU surfaces, a graph of the AU surfaces 
“Stator Package 2” is constructed. In this graph, the surfaces of the PAU included in the considered AU are indicated. For 
the surfaces of the PAU, parallel to the axis of rotation of the AU (marked “01” in the graph), the connection with this 
axis is conditionally shown. Additionally, the PAU surfaces that are in direct contact in the assembly unit are marked 
(e.g., surfaces 1.7 and 3.3 in Figure 4a). Further, the assembly requirements (dimensional chains) posed on this AU are 
presented on the specified graph, indicating the closing links and the directions of the constituent links. It is important to 
note that the components and closing links going to or from the group of contacting surfaces are assembly dimensions. 
Also, the graph indicates the basic shape and location tolerances required for the AU assembly (Fig. 4b). The assembly 
requirements and basic tolerances of shape and location are taken from Figure 25. As a result, a generalized graph of AU 
surfaces “Stator Package 2” is formed. 

Thus, the presented graph provides obtaining the required data on the dimensional relationships between individual 
surfaces (groups of surfaces) of PAU, as well as the surfaces of the mating PAU in contact with each other. The obtained 
data form the initial information for the further stages of the implementation of the SAPP procedures. 
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Table | 
No. of PAU 
° Cod T 
surfaces aces as 
Part “Bushing” 
1.1 0311 Outer end 
1.2 0221 External chamfer 
1.3 0111 External cylindrical 
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1.4 0411 Curved external 
1.5 0211 Outer cone 

1.6 0111 Outer cylindrical 
1.7 0311 Outer end 

1.8 0411 Outer curve 

1.9 0111 External cylindrical 
1.10 0211 Outer cone 

1.11 0311 Outer end 

1.12 0111 External cylindrical 
1.13 0311 Outer end 

1.14 9211 Internal cone 
1.15 9111 Internal cylindrical 
1.16 9211 Internal cone 
1.17 9111 Internal cylindrical 
1.18 9114 Cylindrical hole at an angle to the axis of rotation 
1.19 9411 Curvilinear internal 
1.20 9311 Inner end 

1.21 9411 Curvilinear internal 
1.22 9111 Internal cylindrical 
1.23 9311 Inner end 

1.24 9111 Internal cylindrical 
1.25 9411 Curvilinear internal 
1.26 9111 Internal cylindrical 

Part “Axle” 

2.1 0311 Outer end 

2.2 0211 Outer cone 

2.3 0111 External cylindrical 
2.4 0111 External cylindrical 
2.5 0411 Outer curve 

2.6 0221 External chamfer 
2.7 0111 External cylindrical 
2.8 0311 Outer end 

2.9 0411 Outer curve 
2.10 0111 External cylindrical 
2.11 0211 Outer cone 
2.12 0111 External cylindrical 
2.13 0221 External chamfer 
2.14 0311 Outer end 
2.15 0111 External cylindrical 
2.16 0111 External cylindrical 
2.17 0211 Outer cone 
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2.18 0311 Outer end 
2.19 9211 Internal cone 
2.20 9111 Internal cylindrical 
2.21 9111 Internal cylindrical 
2.22 9411 Curvilinear internal 
2.23 9111 Internal cylindrical 
2.24 9311 Inner end 
2.25 9111 Internal cylindrical 
2.26 9411 Curvilinear internal 
2.27 9311 Inner end 
2.28 9411 Curvilinear internal 
2.29 9114 Cylindrical hole at an angle to the axis of rotation 
2.30 9211 Internal cone 
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4.2 0111 External cylindrical 
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Fig. 4. Generalized graph of AU surfaces “Stator Package 2” 


The next step is to establish the relationship between the assembly requirements and AU surfaces. In the 
presented example, the assembly requirements are evaluated, interconnected through the surface of the part 
“Bushing” 1.13 “Outer end” (Fig. 5). 

For the qualitative distribution of critical elements into groups and the detection of those that cannot be provided by 
the method of complete interchangeability, it is necessary to conduct a correlation analysis of the accuracy of dimensional 
tolerances between the surfaces of the PAU and the specified tolerances of the shape and location of these surfaces. 

The performed studies included the analysis of the interfaces of working or connecting surfaces predominantly found 
in the PAU of high-precision products and their correlation with shape and location tolerances (total shape and location 
tolerances), which are most characteristic of these combinations. 

Based on the conducted research, an order was determined for the unambiguous identification of critical elements that 
cannot be provided by the method of complete interchangeability. As a result, specific dimensional chains and design 
parameters of the unique parts included in them were identified: 

1. The critical covering and covered dimensions of the mated PAU must be at least 9 accuracy standards. 

2. Linear dimensions must be at least class f (according to the requirements of GOST 30893. 1-2002!). 

3. The tolerances of the shape and location of the mating surfaces must have high relative geometric accuracy 
(C — 12% of the size tolerance for cylindricity, roundness, and longitudinal profile, 25% — of the size tolerance 
for the rest) [10]. 

4. The tolerance of the angular dimensions of the cones should be no coarser than AT 10 (the average value from the 
proposed range in GOST 8908-81? was selected). 

The performed approbation of the developed graph construction techniques and the formed rules on the example of 
the analysis of the requirements for the AU “Stator Package 2” under the conditions of the current multiproduct 


' GOST 30893.1-2002 (ISO 2768-1-89). General Tolerances. Limit Deviations for Linear and Angular Dimensions without Tolerance Indications. 
URL: https://files.stroyinf.ru/Data2/1/42948 16/42948 16276.pdf (accessed: 29.11.2023) (In Russ.). 

2 GOST 8908-81. Standard Angles and Angle Tolerances. Basic Norms of Interchange Ability. URL: https://docs.cntd.ru/document/ 1200011833 
(accessed: 29.11.2023) (In Russ.). 
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manufacture showed their operability. Identified critical assembly requirements that do not meet the conditions of 
complete interchangeability include: 

— permissible value of the deformable (rolled) part of the “Bushing” workpiece obtained during the assembly of the 
AU “Stator Package 2”; 

— permissible value of the chamfer protrusion of the “Axle” part in the AU “Stator Package 2”. 


‘© [0.008 » @ 


T 61 OS 
3 Ady z 0.005 | 5 Ay Oe) 


+ i 
AN Gi Lei) 


Brag =ALAgrAasAta 
| Permissible value of deformable (rolled) part 


Ag 


of “Bushing” workpiece obtained during assembly 
oO ag : : 32 ala of AU “Stator Package 2”; 
INSSSAASSEQ 
[IXSSNIN 
21 | 
Ans =~ 71 
Ml Ay's 
Biog 
As . 
4,1 
AYy 
All 
1,7 Fa 1 2,1 | 4,1 $1 6,1 aA 
= AS 7 As Biog=Ao3-AnotArs-Ao,10-A23tA2 4+ Ad's 
0.10 — 23 Permissible value of the chamfer protrusion 


of the Axle” part in AU “Stator Package 2” 


Fig. 5. Requirements for assembly of AU “Stator Package 2” with indication 
of surfaces between which the corresponding chain links are located 


As a result of the implementation of this enlarged block of SRPPMP, initial information is formulated, including 
numerous assembly requirements (closing links of dimensional chains) that cannot be provided by the method of complete 
interchangeability. The dimensions of the PAU are the constituent links of the dimensional chains of the specified set and 
the set of SRPPMP to which these closing and constituent links belong. In the example under consideration, such a set 
will consist of “Bushing”, “Axle”, “Stator Package 1”. The dimensions of the part “Spacer” are not involved in the 
calculation of critical assembly requirements. At the next stages of the implementation of the SRPPMP for the received 
set of PAU in the SAPP, all possible options for PP are generated, and their in-process dimensional analysis is carried 
out. Next, the most rational options are selected from the resulting set of PP using the multicriteria optimization method. 
To carry out the selection procedure, a system of criteria was developed. The criterion for obtaining the maximum number 
of assembly kits is the basic from them. The technique of generation procedures, in-process dimensional analysis, and 
selection is described in detail in [6]. It should also be noted that the improvement of the methodological apparatus of the 
SRPPMP will allow us to proceed to the assessment of the production manufacturability of the product [11]. 

Discussion and Conclusion. The paper proposes the principles of constructing generalized graphs of high-precision 
AU surfaces and nodes, develops standards for classifying high-precision output parameters into appropriate groups and 
identifying critical elements of high-precision products from them. The described technique creates conditions for the 
complete formalization of the considered design procedure and the clarity of the graphical results of dimensional analysis. 
This technique makes it possible to increase the reliability of the initial information obtained during the implementation 
of an enlarged block of design procedures, as well as the validity and efficiency of identifying rational manufacturing 
methods for PAU at subsequent stages of the SRPPMP implementation, while providing the specified properties, accuracy 
of products, and reducing the complexity and cost of their manufacture. 

The improvement of the scientific principles of the implementation of this enlarged block of design procedures of the 
SRPPMP increases the level of digital transformation of design and manufacturing preparation, and, along with the issues 
of automation of design, production and assembly, creates prerequisites for the implementation of a systematic approach 
to assessing the manufacturability of the products. 

The next stage in the development of the proposed study is planned to supplement the generalized graph with 
information about the design and processing bases of the PAU, and the nature of combinations of mating connecting and 
working surfaces according to the classification of Professor B.M. Bazrov. The introduction of the specified information 
into the generalized graph will make it possible to finally form the methodological support for this enlarged block of 
design procedures. 
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O6 aemopax: 

Asekcanip Buktropopu4 Hasapbes, KaHaquyaT TeXHW4eCKUX HayK, HavasIbHUK KOHCTpyKTOpcKoro ceKTopa 
TIO «Koprye» — dummana AO «HILAII» (410010, P®, r. Capatos, ym. Ocumosa, 1), SPIN-Koq: 5363-6836, ORCID, 
ScopusID, alex121989@mail.ru 


Tlerp FOpresny boukapés, JoKTop TexHwueckux HayK, Upodeccop Kaiespbl TexHOJIOrHH MaluMHOcTpoeHHa 
KaMbIllHHCKoro TexHOJIOrM4eCKOrO HHCTHTYTa ((pusMana) Bonrorpayckoro rocyapcTBeHHOrO TeXHHYeCKOrO YHUBepcuteta 
(403874, BonrorpaycKas o6m., r. Kampmuun, yo. Jlenuua, 6a), mpodbeccop Kacbeypbr TexHuueckoro obecreyenua ATIK 
CapaToBckoro rocyjapcTBeHHOrO YHHBepcHnTeta reHeTHKH, OMOTeXHOJIOrMM HM HDKeHepun HMeHH H.M. Basutopa (410068, 
r. Capatos, mpocr. [letpa Crompimua, 4, ctp. 3), SPIN-Kon: 1696-3045, ORCID, ScopusID, bpy@mail.ru 


3aAeNeHHbIU BKIAO aemopoe: 

A.B. Ha3apbes — pa3pa6orka IpHHIMnos Kiaccupukalun u yueTa TpeOoBaHHii K COopKe BbICOKOTOUHBIX H3erHi, 
(opMasIM3all4a WpaBHM BbIABJICHHA TpeOoBaHHii kK COopKe, NpOMbILIIeHHad anpoOalua, MOAFOTOBKa TeKCTA. 

II.fO. bouxapes — Hay4dHoe pyKOBOACTBO, MeTOAMYeCKH NOAXO K WaHHMpOBaHMiO MexaHooOpaOaTbIBaIoOlHx U 
COOpO4HEIX MpOu3BOCTB, Hopaborka TeKcTAa. 


Kondaukm unmepecoe: aBtopsl 3aaBAOT OO OTCYTCTBHH KOH@IIMKTa HHTepecos. 
Bce aemopoi npowumaau u odobpuau oKoNYaMebHol Bapuanm pyKonucu. 
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